In this experiment, terephthalyl alcohol was used as a modifier to modify phenol under both acidic and alkaline conditions to obtain modified phenols with different molecular structures. Subsequently, the modified phenols reacted with paraformaldehyde in an alkaline environment. After foaming and curing, a modified phenolic foam with high heat aging resistance was obtained. The molecular structure was characterized via Fourier transform infrared spectrometry (FT-IR) and nuclear magnetic resonance spectroscopy ( 13 C NMR). The results showed that two different structures of phenolic resin can be successfully prepared under different conditions of acid and alkali. The modified phenolic foam was tested by thermogravimetric analysis. In addition, the modified phenolic foam was tested for mass change rate, dimensional change rate, powdering rate, water absorption rate, and compressive strength before and after aging. The results show that the modified phenolic foam has excellent performance. After heat aging for 24 h, the mass loss rate of the modified phenolic foam obtained by acid catalysis was as low as 4.5%, the pulverization rate was only increased by 3.2%, and the water absorption of the modified phenolic foam increased by 0.77%, which is one-third that of the phenolic foam. Compared with the phenolic foam, the modified phenolic foam shows good heat aging resistance.
Introduction
Known as the "king of insulation materials", phenolic foam is a kind of foam material with good heat insulation, good sound insulation, low thermal conductivity, and an easy molding process [1, 2] . In addition, phenolic foam also has the advantages of resistance to flame penetration, an absence of dripping, a self-extinguishing ability, and low smoke generation in the event of an open flame [3, 4] . Phenolic resin as a foaming matrix is a resole phenolic resin obtained by polycondensation of phenol and paraformaldehyde. In the synthesis process, paraformaldehyde is first reacted with an active point on the phenol to form hydroxymethylphenol [5, 6] . The hydroxymethylphenol then continues to react with the active sites on the phenol (active hydrogen in the ortho and para position) to form a methylene bridge [7, 8] . However, this structure in which only the methylene group is bonded to the benzene ring results in a large brittleness of the resin [9] . In addition, the presence of phenolic hydroxyl groups in the resin increases the water absorption of the resin, and the phenolic hydroxyl groups are not heat-resistant. Many research scholars have studied the modification of phenolic resins. For example, Yajun Guo et al. used nanoSiO 2 to modify phenolic resin in order to enhance thermal stability [10] . 
Characterization

Characterization of Resin
The modified phenolic resin was subjected to an FTIR test by Fourier transform infrared spectrometer (NEXUS 470 Thermo Electron Corporation, Shanghai, China), and the sample was evenly spread on a potassium bromide sheet and placed on an FTIR instrument for testing.
The structure of the modified phenolic resin was characterized by a nuclear magnetic resonance (NMR) spectrometer (AVANCE-III-500MHz, Bruker Biospin, Munich, Germany). Six to eight milligrams of terephthalyl-alcohol-modified phenol product was dissolved in a solvent deuterated dimethyl sulfoxide (DMSO). The main internal standard was tetramethyl. Silane (TMS) was characterized via nuclear magnetic resonance carbon spectrum ( 13 C NMR) operating at 125.77 MHz.
The viscosity of the modified phenolic resin was tested according to Chinese National Standards (GB/T 14074. .
The water content of the modified phenolic resin was tested according to Chinese National Standards (GB/T 14074. .
The free phenol of the modified phenolic resin was tested according to Chinese National Standards (GB/T 14074. ).
Characterization of Foam
The thermal properties of the foam were tested using a thermogravimetric (TG) analyzer (TG209F1 type, Germany NETZSCH company, Selb, Germany). The size of the foam was two-thirds of the alumina crucible. The test conditions were a nitrogen atmosphere, with a temperature range of 40-800 • C and a heating rate of 20 • C /min.
The dimensional change rate was tested according to Chinese National Standards (GB/T 8811-88). The foam was cut to a size of 100 × 100 × 25 mm. The length and width were measured at three different positions, and the thickness was measured at five different positions according to the standard, aging at a temperature of 70 • C. The foam was taken out every 12 h for measurement and then placed in an oven to continue aging. Finally, the average dimensional change rate to length, width, and thickness was calculated.
The pulverization rate was tested according to Chinese National Standards (GB/T12812-1991). The foam was cut to a size of 50 × 50 × 50 mm. Subsequently, 200 g of weight was placed on the foam, and the sample was pulled 20 times at the same distance horizontally on 46 µm sandpaper. The mass before and after was compared, and the pulverization rate was calculated.
The water absorption rate was tested according to Chinese National Standards (GB/T8810-2005). The foam before and after aging was immersed in distilled water for 24 h, and subsequently weighed and compared with the foam quality before immersion. The water absorption rate was then obtained.
The compressive strength was tested according to Chinese National Standards (GB/T 8813-2008) using an RGL-type microcomputer control electronic universal testing machine (Shenzhen Rui Geer Instrument Co., Ltd., Shenzhen, China). The foam was cut to a size of 100 × 100 × 50 mm, and the foam was compressed, at a certain rate, to 85% of the original thickness. The compressive strength was recorded. Figure 1a is an FTIR spectrum of phenol pre-modified with terephthalyl alcohol under acidic conditions, and Figure 1b is an FTIR spectrum of phenol pre-modified with terephthalyl alcohol under alkaline conditions. It can be seen in Figure 1a that there is a strong aromatic ether stretching vibration Polymers 2019, 11, 1267 5 of 14 peak at 1000~1050 cm −1 at Location A, which indicates that phenol reacts with terephthalyl alcohol under acidic conditions to form an aromatic ether. It can be seen in Figure 1b that there is a strong stretching peak of -CH 2 -at 2923 cm −1 at Location a, which indicates that, under the alkaline condition, the reaction of terephthalyl alcohol with phenol forms a methylene bridge. The methylene group connects the phenol to the benzene ring of terephthalyl alcohol. Figure 1c is a 13 C HMR spectrum of phenol modified with terephthalyl alcohol under acidic conditions. Figure 1d is a 13 C HMR spectrum of phenol modified with terephthalyl alcohol under alkaline conditions. It can be seen in Figure 1c that, under acidic conditions, there are only four types of carbon atoms in the structure of the product of terephthalyl-alcohol-modified phenol, where A, B, and C represent the chemical shifts of the ortho, meta, and para positions of the benzene ring, respectively, and the chemical shift of carbon atom is substituted by a substituent on the benzene ring at Location D. It can be seen in Figure 1d that Location a is the chemical shift of the carbon atom substituted by the substituent on the phenol ring, and Location b is the chemical shift of the carbon in the methylene group connecting the phenol and the terephthalyl alcohol. It can be deduced from the infrared spectrum and the nuclear magnetic carbon spectrum that different structures of phenol are modified by terephthalyl alcohol under the conditions of two different catalysts. Under acidic conditions, terephthalyl alcohol reacts with phenol to form an aromatic ether, which connects the benzene ring to the phenol structure through an ether bond. Under alkaline conditions, the ortho and para positions of phenol are substituted by terephthalyl alcohol, and the benzene ring is attached to the phenol through a methylene bridge.
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conditions, and Figure 1b is an FTIR spectrum of phenol pre-modified with terephthalyl alcohol under alkaline conditions. It can be seen in Figure 1a that there is a strong aromatic ether stretching vibration peak at 1000~1050 cm −1 at Location A, which indicates that phenol reacts with terephthalyl alcohol under acidic conditions to form an aromatic ether. It can be seen in Figure 1b that there is a strong stretching peak of -CH2-at 2923 cm −1 at Location a, which indicates that, under the alkaline condition, the reaction of terephthalyl alcohol with phenol forms a methylene bridge. The methylene group connects the phenol to the benzene ring of terephthalyl alcohol. Figure 1c is a 13 C HMR spectrum of phenol modified with terephthalyl alcohol under acidic conditions. Figure 1d is a 13 C HMR spectrum of phenol modified with terephthalyl alcohol under alkaline conditions. It can be seen in Figure 1c that, under acidic conditions, there are only four types of carbon atoms in the structure of the product of terephthalyl-alcohol-modified phenol, where A, B, and C represent the chemical shifts of the ortho, meta, and para positions of the benzene ring, respectively, and the chemical shift of carbon atom is substituted by a substituent on the benzene ring at Location D. It can be seen in Figure 1d that Location a is the chemical shift of the carbon atom substituted by the substituent on the phenol ring, and Location b is the chemical shift of the carbon in the methylene group connecting the phenol and the terephthalyl alcohol. It can be deduced from the infrared spectrum and the nuclear magnetic carbon spectrum that different structures of phenol are modified by terephthalyl alcohol under the conditions of two different catalysts. Under acidic conditions, terephthalyl alcohol reacts with phenol to form an aromatic ether, which connects the benzene ring to the phenol structure through an ether bond. Under alkaline conditions, the ortho and para positions of phenol are substituted by terephthalyl alcohol, and the benzene ring is attached to the phenol through a methylene bridge. Figure 1 . (a) FTIR spectra of terephthalyl-alcohol-modified phenol under acidic conditions; (b) FTIR spectra of terephthalyl-alcohol-modified phenol under basic conditions; (c) 13 C HMR spectrum terephthalyl-alcohol-modified phenol under acidic conditions; (d) 13 C HMR spectrum of terephthalylalcohol-modified phenol under basic conditions. (a) FTIR spectra of terephthalyl-alcohol-modified phenol under acidic conditions; (b) FTIR spectra of terephthalyl-alcohol-modified phenol under basic conditions; (c) 13 C HMR spectrum terephthalyl-alcohol-modified phenol under acidic conditions; (d) 13 C HMR spectrum of terephthalyl-alcohol-modified phenol under basic conditions. The FTIR spectrum of phenolic resin and modified phenolic resin is shown in Figure 2 . It can be deduced from the spectrum that the stretching vibration peak of the C=C skeleton of the benzene ring is at 1597.22 cm −1 . The 824.79 cm −1 and 757.67 cm −1 correspond to the absorption peaks of the benzene ring para and ortho position substitution, respectively. At 2933.56 cm −1 , there is a stretching vibration peak of methylene C-H. At 1013.36 cm −1 , there is a stretching vibration peak of C-O in a methylol group. At 3330 cm −1 , there is a stretching vibration peak of a hydroxyl group (-OH), and there is a bending vibration peak of a methylene group at 1463.35 cm −1 . The weaker peak of the modified resin prepared under the acid condition at 1151 cm −1 is the vibration peak of the aromatic ether bond formed by the reaction of terephthalyl alcohol with the phenolic hydroxyl group under acidic conditions. The modified phenolic structure was obtained by analyzing the nuclear magnetic resonance spectrum and the infrared spectrum as shown below.
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The FTIR spectrum of phenolic resin and modified phenolic resin is shown in Figure 2 . It can be deduced from the spectrum that the stretching vibration peak of the C=C skeleton of the benzene ring is at 1597.22 cm −1 . The 824.79 cm −1 and 757.67 cm −1 correspond to the absorption peaks of the benzene ring para and ortho position substitution, respectively. At 2933.56 cm −1 , there is a stretching vibration peak of methylene C-H. At 1013.36 cm −1 , there is a stretching vibration peak of C-O in a methylol group. At 3330 cm −1 , there is a stretching vibration peak of a hydroxyl group (-OH), and there is a bending vibration peak of a methylene group at 1463.35 cm −1 . The weaker peak of the modified resin prepared under the acid condition at 1151 cm −1 is the vibration peak of the aromatic ether bond formed by the reaction of terephthalyl alcohol with the phenolic hydroxyl group under acidic conditions. The modified phenolic structure was obtained by analyzing the nuclear magnetic resonance spectrum and the infrared spectrum as shown below. It can be deduced from the above that phenolic resin with a different molecular structure was prepared with phenol, terephthalyl alcohol, and paraformaldehyde under different conditions of acid and alkali. Two molecular structural fomulas are shown in Figure 3a ,b. Under alkaline conditions, the ortho and para positions of phenol are substituted by terephthalyl alcohol, introducing a benzene ring with extremely high thermal stability into the resin structure, so the phenolic foam that uses modified resin as foaming material has good thermal stability. Under acidic conditions, terephthalyl alcohol not only introduces the benzene ring into the resin structure, but also blocks the active phenolic hydroxyl group by reacting with the hydroxyl group. The presence of the phenolic hydroxyl group affects the water absorption of the resin and renders the resin non-resistant to aging. Therefore, the consumption of a part of the phenolic hydroxyl group can produce foam material high in aging resistance.
(a) (b) It can be deduced from the above that phenolic resin with a different molecular structure was prepared with phenol, terephthalyl alcohol, and paraformaldehyde under different conditions of acid and alkali. Two molecular structural fomulas are shown in Figure 3a ,b. Under alkaline conditions, the ortho and para positions of phenol are substituted by terephthalyl alcohol, introducing a benzene ring with extremely high thermal stability into the resin structure, so the phenolic foam that uses modified resin as foaming material has good thermal stability. Under acidic conditions, terephthalyl alcohol not only introduces the benzene ring into the resin structure, but also blocks the active phenolic hydroxyl group by reacting with the hydroxyl group. The presence of the phenolic hydroxyl group affects the water absorption of the resin and renders the resin non-resistant to aging. Therefore, the consumption of a part of the phenolic hydroxyl group can produce foam material high in aging resistance. The FTIR spectrum of phenolic resin and modified phenolic resin is shown in Figure 2 . It can be deduced from the spectrum that the stretching vibration peak of the C=C skeleton of the benzene ring is at 1597.22 cm −1 . The 824.79 cm −1 and 757.67 cm −1 correspond to the absorption peaks of the benzene ring para and ortho position substitution, respectively. At 2933.56 cm −1 , there is a stretching vibration peak of methylene C-H. At 1013.36 cm −1 , there is a stretching vibration peak of C-O in a methylol group. At 3330 cm −1 , there is a stretching vibration peak of a hydroxyl group (-OH), and there is a bending vibration peak of a methylene group at 1463.35 cm −1 . The weaker peak of the modified resin prepared under the acid condition at 1151 cm −1 is the vibration peak of the aromatic ether bond formed by the reaction of terephthalyl alcohol with the phenolic hydroxyl group under acidic conditions. The modified phenolic structure was obtained by analyzing the nuclear magnetic resonance spectrum and the infrared spectrum as shown below. It can be deduced from the above that phenolic resin with a different molecular structure was prepared with phenol, terephthalyl alcohol, and paraformaldehyde under different conditions of acid and alkali. Two molecular structural fomulas are shown in Figure 3a ,b. Under alkaline conditions, the ortho and para positions of phenol are substituted by terephthalyl alcohol, introducing a benzene ring with extremely high thermal stability into the resin structure, so the phenolic foam that uses modified resin as foaming material has good thermal stability. Under acidic conditions, terephthalyl alcohol not only introduces the benzene ring into the resin structure, but also blocks the active phenolic hydroxyl group by reacting with the hydroxyl group. The presence of the phenolic hydroxyl group affects the water absorption of the resin and renders the resin non-resistant to aging. Therefore, the consumption of a part of the phenolic hydroxyl group can produce foam material high in aging resistance.
(a) (b) Table 2 shows the basic properties of the modified phenolic resin, wherein the modifier is used in an amount of 15%. The viscosity of the resin used for foaming is generally controlled at 3 to 5 Pa·s, the water content is in the range of 6% to 8%, and the free phenol is controlled to be less than 5% [38] . From the table, it is known that the modified phenolic resin meets resin foaming conditions. Figure 4 and Table 3 show the thermogravimetric analysis and typical parameters of phenolic foam and terephthalyl-alcohol-modified phenolic foam (acid-catalyzed/base-catalyzed). As can be seen in the figure, in the initial stage of the thermal weight loss of phenolic foam, volatilization of small molecules in the foam including water molecules, free formaldehyde, and free phenol leads to a decline in quality. Modified phenolic foam reduces the free formaldehyde content and free phenol content in the resin due to the addition of terephthalyl alcohol. Therefore, the heat-resistant temperature of the modified phenolic foam was higher than that of the phenolic foam at a weight loss of 5%, especially under the modified phenolic foam prepared under acidic catalytic conditions, up to about 100 • C higher than phenolic foam. The maximum temperatures of SGO/PF and ZGO/PF, reported by Xiaoyan Li et al., at 5% weight loss are 199.1 • C [2] and 204 • C [35] , respectively, while the temperature of 5% weight loss of terephthalyl-alcohol-modified phenolic foam was as high as 267.58 • C. The thermal decomposition peak was also improved compared to the foam. In the final stage of the thermal weight loss at 800 • C, the residual carbon ratio of the modified phenolic foam was still higher than that of the phenolic foam. This is because the introduction of terephthalyl alcohol increases the aryl content, so the residual carbon ratio increases. In summary, the modified phenolic foam has a higher heat resistance than the phenolic foam.
From the table, it is known that the modified phenolic resin meets resin foaming conditions. Figure 4 and Table 3 show the thermogravimetric analysis and typical parameters of phenolic foam and terephthalyl-alcohol-modified phenolic foam (acid-catalyzed/base-catalyzed). As can be seen in the figure, in the initial stage of the thermal weight loss of phenolic foam, volatilization of small molecules in the foam including water molecules, free formaldehyde, and free phenol leads to a decline in quality. Modified phenolic foam reduces the free formaldehyde content and free phenol content in the resin due to the addition of terephthalyl alcohol. Therefore, the heat-resistant temperature of the modified phenolic foam was higher than that of the phenolic foam at a weight loss of 5%, especially under the modified phenolic foam prepared under acidic catalytic conditions, up to about 100 °C higher than phenolic foam. The maximum temperatures of SGO/PF and ZGO/PF, reported by Xiaoyan Li et al., at 5% weight loss are 199.1 °C [2] and 204 °C [35] , respectively, while the temperature of 5% weight loss of terephthalyl-alcohol-modified phenolic foam was as high as 267.58 °C. The thermal decomposition peak was also improved compared to the foam. In the final stage of the thermal weight loss at 800 °C, the residual carbon ratio of the modified phenolic foam was still higher than that of the phenolic foam. This is because the introduction of terephthalyl alcohol increases the aryl content, so the residual carbon ratio increases. In summary, the modified phenolic foam has a higher heat resistance than the phenolic foam. Figure 5a-c shows the dimensional change rate in the length, width, and thickness of the phenolic foam and the modified phenolic foam (15% of the amount of terephthalyl alcohol). The foam was aged in the oven at 70 • C, and the size gradually became smaller. It can be seen in the figure that the dimensional change rate of phenolic foam increases with the increase in aging time, and the highest change rate reaches 5.3% at 120 h. However, the dimensional change rate of the modified phenolic foam was less than or equal to 4% within 120 h of aging. The modified phenolic foam has a smaller dimensional change rate than the phenolic foam under the same aging time. When the amount of terephthalyl alcohol added is the same, while the catalysts are different, the dimensional change rates are slightly different. This is due to the introduction of terephthalyl alcohol, which results in the existence of a thermally stable benzene ring structure in the molecular structure, forming a spatial network structure that is not easily destroyed under heat. Therefore, the modified phenolic foam has a smaller dimensional change rate than the phenolic foam under conditions of prolonged heating. Figure 5a-c shows the dimensional change rate in the length, width, and thickness of the phenolic foam and the modified phenolic foam (15% of the amount of terephthalyl alcohol). The foam was aged in the oven at 70 °C, and the size gradually became smaller. It can be seen in the figure that the dimensional change rate of phenolic foam increases with the increase in aging time, and the highest change rate reaches 5.3% at 120 h. However, the dimensional change rate of the modified phenolic foam was less than or equal to 4% within 120 h of aging. The modified phenolic foam has a smaller dimensional change rate than the phenolic foam under the same aging time. When the amount of terephthalyl alcohol added is the same, while the catalysts are different, the dimensional change rates are slightly different. This is due to the introduction of terephthalyl alcohol, which results in the existence of a thermally stable benzene ring structure in the molecular structure, forming a spatial network structure that is not easily destroyed under heat. Therefore, the modified phenolic foam has a smaller dimensional change rate than the phenolic foam under conditions of prolonged heating. Figure 6 is a graph showing the change in mass loss rate of phenolic foam and modified phenolic foam after aging for 24 h in an oven at 70 • C. It can be seen in the figure that the mass loss rate of the phenolic foam reached 8.2% after heat aging for 24 h in an oven at 70 • C. After adding the modifier terephthalyl alcohol, the mass loss rate of the modified phenolic foam decreased significantly, and the mass loss rate gradually decreased with the increase of the amount of terephthalyl alcohol. The minimum value was reached when the amount of terephthalyl alcohol added was 15% of phenol: 4.5% for the acid catalytic modification of phenolic foam and 4.9% for the base catalytic modification. When the addition amount was 20%, the mass loss rate of the modified phenolic foam increased but was still smaller than the mass loss rate of the phenolic foam. In summary, the introduction of terephthalyl alcohol reduces the mass loss rate after the thermal aging of phenolic foam. This indicates that terephthalyl alcohol will reduce the content of small molecules such as free aldehydes in the resin after structural modification of the phenolic resin, and the modified phenolic resin has a stable structure and will not decompose, further improving the thermal stability of the foam. Figure 6 is a graph showing the change in mass loss rate of phenolic foam and modified phenolic foam after aging for 24 h in an oven at 70 °C. It can be seen in the figure that the mass loss rate of the phenolic foam reached 8.2% after heat aging for 24 h in an oven at 70 °C. After adding the modifier terephthalyl alcohol, the mass loss rate of the modified phenolic foam decreased significantly, and the mass loss rate gradually decreased with the increase of the amount of terephthalyl alcohol. The minimum value was reached when the amount of terephthalyl alcohol added was 15% of phenol: 4.5% for the acid catalytic modification of phenolic foam and 4.9% for the base catalytic modification. When the addition amount was 20%, the mass loss rate of the modified phenolic foam increased but was still smaller than the mass loss rate of the phenolic foam. In summary, the introduction of terephthalyl alcohol reduces the mass loss rate after the thermal aging of phenolic foam. This indicates that terephthalyl alcohol will reduce the content of small molecules such as free aldehydes in the resin after structural modification of the phenolic resin, and the modified phenolic resin has a stable structure and will not decompose, further improving the thermal stability of the foam. Figure 7 shows the change in the pulverization rate of phenolic foam and modified phenolic foam before and after aging at 70 °C for 24 h. The phenolic resin after curing is a structure composed of a methylene-linked benzene ring structure, the resin is brittle, and the phenolic foam is easily pulverized. It can be seen in the figure that the pulverization rate of the modified phenolic foam is significantly reduced. This is because the addition of terephthalyl alcohol will form a new spatial network structure and form aromatic ethers under acidic modification conditions, changing the state such that the phenolic resin has only a methylene linkage, and the pulverization rate is significantly reduced. After heat aging at 70 ° C for 24 h, the pulverization rate of the phenolic foam increased by 4.38%, while the degree of pulverization of the modified phenolic foams under acidic modification conditions only increased by 3.2% and the degree of pulverization of the modified phenolic foams under alkaline modification conditions only increased by 3.9%. This further shows that the addition of terephthalyl alcohol introduces a highly stable benzene ring in the phenolic resin, which can affect the thermal aging of the foam and prevent the increase of the pulverization rate caused by the increase of the external temperature, which proves that the structure of the modified resin is stable, and the modified foam has an improved heat resistance relative to ordinary phenolic foam. Figure 7 shows the change in the pulverization rate of phenolic foam and modified phenolic foam before and after aging at 70 • C for 24 h. The phenolic resin after curing is a structure composed of a methylene-linked benzene ring structure, the resin is brittle, and the phenolic foam is easily pulverized. It can be seen in the figure that the pulverization rate of the modified phenolic foam is significantly reduced. This is because the addition of terephthalyl alcohol will form a new spatial network structure and form aromatic ethers under acidic modification conditions, changing the state such that the phenolic resin has only a methylene linkage, and the pulverization rate is significantly reduced. After heat aging at 70 • C for 24 h, the pulverization rate of the phenolic foam increased by 4.38%, while the degree of pulverization of the modified phenolic foams under acidic modification conditions only increased by 3.2% and the degree of pulverization of the modified phenolic foams under alkaline modification conditions only increased by 3.9%. This further shows that the addition of terephthalyl alcohol introduces a highly stable benzene ring in the phenolic resin, which can affect the thermal aging of the foam and prevent the increase of the pulverization rate caused by the increase of the external temperature, which proves that the structure of the modified resin is stable, and the modified foam has an improved heat resistance relative to ordinary phenolic foam. It can be seen in the figure that the water absorption rate of the modified phenolic foam is significantly lower than that of the phenolic foam before aging. This is because terephthalyl alcohol is introduced into the phenolic resin structure by a chemical reaction, and the molecular weight of the system rises. During the foaming process, the volatilization of the blowing agent is limited, the cell expansion and dispersion are difficult, and a small and dense cell structure is formed after solidification, resulting in a decrease in the water absorption rate. In addition, the phenolic resin obtained under acid catalysis further reduces the water absorption rate of the foam due to the blocking of the phenolic hydroxyl group of phenol by terephthalyl alcohol. After heat aging, the structure of the foam is destroyed to a certain extent due to high temperature, the cells are opened, and the opening ratio is increased, resulting in an increase in the water absorption rate. The water absorption rate of the phenolic foam increased by 2.15%, while the modified foams under acidic modification conditions only increased by 0.77% and the modified foams under alkaline modification conditions only increased by 1.23%. This indicates that the terephthalyl-alcohol-modified phenolic resin introduces a benzene ring with extremely high thermal stability into the resin structure, which can prevent the foam from breaking under the aging effect and improve the heat aging resistance of the foam. It can be seen in the figure that the water absorption rate of the modified phenolic foam is significantly lower than that of the phenolic foam before aging. This is because terephthalyl alcohol is introduced into the phenolic resin structure by a chemical reaction, and the molecular weight of the system rises. During the foaming process, the volatilization of the blowing agent is limited, the cell expansion and dispersion are difficult, and a small and dense cell structure is formed after solidification, resulting in a decrease in the water absorption rate. In addition, the phenolic resin obtained under acid catalysis further reduces the water absorption rate of the foam due to the blocking of the phenolic hydroxyl group of phenol by terephthalyl alcohol. After heat aging, the structure of the foam is destroyed to a certain extent due to high temperature, the cells are opened, and the opening ratio is increased, resulting in an increase in the water absorption rate. The water absorption rate of the phenolic foam increased by 2.15%, while the modified foams under acidic modification conditions only increased by 0.77% and the modified foams under alkaline modification conditions only increased by 1.23%. This indicates that the terephthalyl-alcohol-modified phenolic resin introduces a benzene ring with extremely high thermal stability into the resin structure, which can prevent the foam from breaking under the aging effect and improve the heat aging resistance of the foam. It can be seen in the figure that the water absorption rate of the modified phenolic foam is significantly lower than that of the phenolic foam before aging. This is because terephthalyl alcohol is introduced into the phenolic resin structure by a chemical reaction, and the molecular weight of the system rises. During the foaming process, the volatilization of the blowing agent is limited, the cell expansion and dispersion are difficult, and a small and dense cell structure is formed after solidification, resulting in a decrease in the water absorption rate. In addition, the phenolic resin obtained under acid catalysis further reduces the water absorption rate of the foam due to the blocking of the phenolic hydroxyl group of phenol by terephthalyl alcohol. After heat aging, the structure of the foam is destroyed to a certain extent due to high temperature, the cells are opened, and the opening ratio is increased, resulting in an increase in the water absorption rate. The water absorption rate of the phenolic foam increased by 2.15%, while the modified foams under acidic modification conditions only increased by 0.77% and the modified foams under alkaline modification conditions only increased by 1.23%. This indicates that the terephthalyl-alcohol-modified phenolic resin introduces a benzene ring with extremely high thermal stability into the resin structure, which can prevent the foam from breaking under the aging effect and improve the heat aging resistance of the foam. Figure 9 shows the change of compressive strength with phenolic foam and modified phenolic foam at an aging temperature of 70 • C. It can be seen in the figure that the introduction of the modifier terephthalyl alcohol increases the compressive strength of the modified phenolic foam when not subjected to heat aging. This is because the benzene ring content of the modified phenolic resin is increased, the bond energy of the benzene ring is high, and the structure of the modified resin after foaming is dense and stable, such that the foam can withstand greater compressive strength. After 48 h of heat aging, the compressive strength of phenolic foam decreased slightly, the phenolic foam decreased by 47%, while the modified phenolic foam under acidic modification conditions only decreased by 20% and the modified phenolic foam under alkaline modification conditions only decreased by 25%. This indicates that the modified foam obtained by structurally modified phenolic resin by terephthalyl alcohol is more resistant to aging than the phenolic foam and has a higher thermal stability. The phenolic foam modified under acidic conditions is higher in heat aging resistance due to the presence of an ether bond in its molecular structure.
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Polymers 2019, 11, x FOR PEER REVIEW 11 of 14 Figure 9 shows the change of compressive strength with phenolic foam and modified phenolic foam at an aging temperature of 70 °C. It can be seen in the figure that the introduction of the modifier terephthalyl alcohol increases the compressive strength of the modified phenolic foam when not subjected to heat aging. This is because the benzene ring content of the modified phenolic resin is increased, the bond energy of the benzene ring is high, and the structure of the modified resin after foaming is dense and stable, such that the foam can withstand greater compressive strength. After 48 h of heat aging, the compressive strength of phenolic foam decreased slightly, the phenolic foam decreased by 47%, while the modified phenolic foam under acidic modification conditions only decreased by 20% and the modified phenolic foam under alkaline modification conditions only decreased by 25%. This indicates that the modified foam obtained by structurally modified phenolic resin by terephthalyl alcohol is more resistant to aging than the phenolic foam and has a higher thermal stability. The phenolic foam modified under acidic conditions is higher in heat aging resistance due to the presence of an ether bond in its molecular structure. Table 4 is a schematic diagram showing the apparent color change of the foam over time at 70 °C for phenolic foam and modified phenolic foam. It can be seen in the figure that the color of the foam gradually changes from light pink to reddish brown under heat and finally to purplish black. This is due to the formation of a quinone structure under the heat aging of the phenolic hydroxyl group in the resin structure. The color of the benzoquinone is red, so the color of the phenolic foam got darker. The phenolic foam has a darker color than the modified phenolic foam when it is not heated, and the color becomes purplish black when heated for 12 h, while the modified phenolic foam exhibits a purplish black color at 72 h. The addition of terephthalyl alcohol makes the foam aging rate slow, and the modified phenolic foam obtained under alkaline conditions is darker in color than the modified phenolic resin foam obtained under acidic conditions at the same aging time. This is because the phenol modified with terephthalyl alcohol under acidic conditions not only introduces the benzene ring with extremely high thermal stability into the resin structure, but also partially blocks the phenolic hydroxyl group, which is not resistant to aging. In summary, the addition of terephthalyl alcohol improves the aging resistance of phenolic foam. Table 4 is a schematic diagram showing the apparent color change of the foam over time at 70 • C for phenolic foam and modified phenolic foam. It can be seen in the figure that the color of the foam gradually changes from light pink to reddish brown under heat and finally to purplish black. This is due to the formation of a quinone structure under the heat aging of the phenolic hydroxyl group in the resin structure. The color of the benzoquinone is red, so the color of the phenolic foam got darker. The phenolic foam has a darker color than the modified phenolic foam when it is not heated, and the color becomes purplish black when heated for 12 h, while the modified phenolic foam exhibits a purplish black color at 72 h. The addition of terephthalyl alcohol makes the foam aging rate slow, and the modified phenolic foam obtained under alkaline conditions is darker in color than the modified phenolic resin foam obtained under acidic conditions at the same aging time. This is because the phenol modified with terephthalyl alcohol under acidic conditions not only introduces the benzene ring with extremely high thermal stability into the resin structure, but also partially blocks the phenolic hydroxyl group, which is not resistant to aging. In summary, the addition of terephthalyl alcohol improves the aging resistance of phenolic foam. 
Modified Phenolic Foam Heat Aging Color Change
Conclusions
Phenolic resin was structurally modified by terephthalyl alcohol in two different ways under different catalyst conditions. Moreover, the foaming material with the modified phenolic resin as the foaming matrix improved heat resistance and aging resistance due to the introduction of the benzene ring. The modified phenolic resin foam obtained, especially under acidic conditions, exhibited superior performance in various aspects due to its special molecular structure. The decomposition temperature at 5% weight loss was higher than that of the phenolic foam, and the temperature at which rapid weight loss occurred was also higher than that of foam. After 24 h of aging, the mass loss rate was as low as 4.5%, the pulverization rate only increased by 3.2% and water absorption rate only increased by 0.77%, the compressive strength decreased by only 20%. The dimensional change rate of the modified phenolic foam was smaller than that of the phenolic foam under the condition of prolonged heating, and the color change was slow.
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